` 


— 


Item ID: D205-634-041 Accept 


Revision ID: 


Work Order ID 55169 
dp d cr Mc EUN 


mE M 


Ue Ee 


Hem Name: - Replacement Skidtube 


Start Date. A . 08/01/2010 Start Qty: 1:00 UR k: Cust Item ID: 
Required De: 26/01/2010 Req'd Qty: 1.00 BH 3 Customer: 
| i 


t. 
Reference: 


Approvals: Process Plan: | 74 Date: /Ó-/: -Ó £ Tooling: ' Date: 


Setup Start 


Stop 
Run Start 
Stop 


Accept Reject 


Qty 


QC: Date: SEC (Y/N): Date: 
Sequence ID/ ° Operation ibo Set Up/ Draw Draw Plan 
. Work Center ID Description Run Hours Number Rev. Code 
l Draw Nbr f Revision Nbr 7 f A onm 
` D2580 |^. RevD 
100 000 
TERR ATA G 0 2 
pc o. Nido 0.00 
Document Control Photocopy D205-634 bluefile 8: type labels per PPP D205-634-041 CHG0G2 
110 p 0.00 
a HI III lli il BENDING MACHINE - SKIDTUBES 
CNC Bend 1 d Memo i 0.00 I 
CNC Delta 100 Bender 1-Bend as per program D2580.C on CNC Bender and Folio FT009 ) © T 
2-Cut tubes as per Dwg. D2580 Y f 
aa 
: 
2 


oy 


a M AAA, 


o/ t/ 3 


Page | 


E DU 
MERI 


SA. 


HII TT. 
LLL 


Reject — Insp. "E 
Number Stamp 


i 


Dart Aerospace Ltd 


W/O: WORK ORDER CHANGES 


Approval 


| DATE | STEP | PROCEDURECHANGE = CHANGE Chief Eng / 


Part No: PAR +: Fault Category: NCR: Yes No DQA: Date: 
Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


(owe EA NA s of NC Corrective Action Section B 


irs Er roval 
NA s A Initial Action Description Sign & irs C Er Eng 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


HMFORMS'Quality Assurance\approved QA\NCRWO RevE 


a 
Qc a 


4 


1 


Work Order ID 55169 


Accept 


Hem ID: D205-634-041 
Revision ID: 
Item Name: Replacement Skidtube 
s 
Start Date: 08/01/2010 Start Qty: 1.00 M EM 
Required Date: 26/01/2010 Req'd Qty: 1.00 RUE 
Reference: N 
Approvals: Process Pian: Date: Tosting: 
QC: s Date: SPC (Y/N): 
Sequence ID/ — o Operation Set Up/ j 
Work Center ID Description Run Hours 
120 0.00 
Skidtubes Memo 0.00 
Skidtubes 1- Deburr ends 
2- C'sink holes as per dwg without cutting fluid 
3- Prepare tube for welding, remove alodine as required. 
4- Scribe batch number insied aft end of tube. 
130 QC5- inspect part completeness to step on W/O 0.00 
QC Memo 0.00 


Quality Control 


EN E 


DI IE 


Cust tem ID: 


Customer: 


Date: 

Date: 
Draw Draw Plan Accept 
Number Rev. Code Qty 


+ 


seun Sen (HUNT 
see IAE 


yu 
va 


2b. 
n 
iy 
$ 


con sof 


BB | 
Reject Reject Insp. 
Qty Number Stamp 
— 07 quhje-|- fX 


HET gef 


Dart Aerospace Ltd 
WORK ORDER CHANGES 


Approval 
DATE | STEP i PROCEDURE CHANGE Chief Eng / Approval 


QC Inspector 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 
Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


aa Corrective Action Section B IP 
Description of NC — - — z Verification | Approval | Approval 
DATE | STEP Section A Initial Action Description Sign & Section C Chief Eng | QC Inspector 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


HMFORMS Quality Assurancelapproved QANCRWO RevE 


Y 


Work Order ID 55169 
January 8, 2010 10:14:32 AM. 


Em 11M 


Accept 


tem ID: — D205-634041 IIBWNDIIIIIIIIIN s< stare (RU 
Revision ID: ñ 
Item Name: Replacement Skidtube I Stop HERE 
Start Date: 08/01/2000 Start Qty: Fae [BBN Cust ltem ID: 
Required Date: 26/01/2010 Req'd Qty: 1580 n Customer: ES 
Rena Qu: Ife — 

Reference: 

pc A pee SEE LU 
Approvals: Process Plan: — Date: . Tooling: FC Date: —— i 

Sto t 

Qc Date: SPECON — Dae e A 
Sequence ID/ ^. Operation p rec ^ SeUp —— Draw Draw Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Number Rev. Code Qty Qty Number Stamp 
140 0.00 
III 
Skidtubes Memo 0.00 i 
Skidtubes 


1-Weld step D2576 as pa Dwg. D2580 and QS! 004 


A/R Aluminum Rod e é [^] BE » 


2-Prep per QSI 005 and weld crossbolt spacers D2579 as per Dwg. D2580, QS! 
004. 


For D2579 spacers. weld one side, pass 3/8" drij!, weld other side, pass 3/8" drill 
AIR Aluminum Rod MLA 060 K 
c nha 
3-Grind weids as per Dwg D2580 Grind flush ridge made from bending’ "n, 


4-Drill holes for weardates using DT 8217 & DT8937 Open holes to 19/64", 
adjust stopper not to hit web.Deburr 


5-Counterbore crossbalt spacers to 7/16" ID x 1.0" deep as per Dwg D2580. P 
Deburr holes 


6-Drill pilot holes for af cap using DT 82150pen holes to 0.208". Debut 


7-Drill pilot holes for Towring using DT8091, open to .640"and Durr 


Page 3 


UE 


wM /o-/- AO 


Dart Aerospace Ltd i 
W/O WORK ORDER CHANGES 


Approval | 
DATE | STEP PROCEDURE CHANGE Chief Eng / Approval 
Prod Mgr nspector 


LR ut 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 
NCR: WORK ORDER NON-CONFORMANCE (NCR) 


NE Corrective Action Section B "mU 
Description of NC — - — - Verification | Approval | Approval 
DATE STEP Section A Initial Action Description Sign & Section C Chief Eng | QC Inspector 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


HMFORMS Quality Assurance\approved QA\NCRWO RevE 


Work Order ID 55169 

January 8, 2010 10:14:32 AM 
Item 1D: D205-634-041 
Revision 1D: 


Prem Name: Replacement Skidtube 


W 


Start Date: — 08/01/2009. Start Qty: 1.00 

Required Date: 26/01/2079 Req'd Qty: 1.00 MII 

Reference: Š 

Approvals: Process Plan: | |. Date: 
QC: = Bate: — — 

Sequence ID/ ——— Operation 

Work Center ID Description 

150 QCIO- Inspect visual per QSIO04- ground weids 

QC Memo 

Quality Control 


QC5- Inspect part completeness to step on W/O 


murit 


Memo 
Quality Control 
170 Pressure Wash per QS1005 4.3 
UEBER 
HandFinish Memo 


Hand Finishing 


TL 


Gireitem ID: 
Customer: 
$ 
Tooling: . Date: 
SPC (Y/N): . Date: 
Set Up/ Draw - Draw Plan ` 
Run Hours Number Rev. Code 
000 


" > Na los 


0 


0.00 


> Catala 


ow 2 fA] 10 [ecl et 


0.00 


Stop 
Run —Start 
Stop 
I Accept Reject I 
Qty Qty 


Page 4 


DLL. 


Dori 
La 


Reject “Insp. 
Number Stamp 


ROS |B 


Dart e Ltd 


WORK ORDER CHANGES 


DATE | STEP PROCEDURE CHANGE Qty 


Part No: PAR it: Fault Category: NCR: Yes No DQA: Date: 


Approval 


Approval 
QC Inspector 


Chief Eng / 


Prod Mgr 


Resolution: Disposition: QA: N/C Closed: Date: 
Corrective Acuan: ‘Section B Lonas 
E Approval 
i Chief E QC Inspector 


NOTE: Date & initial al! entries 


HMFORMS Quality Assurance\approved QA\NCRWO RevE 


Work Order ID 55169 
January 8, 2010 10: 14: 32 a 


AL DM 


Page $ 


Item ID: D205-634-041 Accept Ea px a TT 
Revision ID: 
ftom Name: Reson Site | sor UI 
Startiskcue: : 08/01/2010 Start Qty: 1.00 *. Cust Item ID: s I 
Requiged Date: 26/01/2010 Req'd Qty: 1.00 3 Customer: 3 
Refer ence: i 
od MORE TETTE CE MP (Eye RTT — Si 

Approvals: Process Plan: _ ss Bate: Tooling: _ Date 

^ Gc: e SPONY: Date Soe Wl HHR 
Sequence ID/ Operation ° ° I ` Set Up/ Draw Draw Plan Accept Reject Reject — Insp. | 
Work Center 1D Description Run Hours Number Rev. Cede Qty Qty Number Stamp 
180 White Gloss(Ref:4.3.5.1) per QS1005 4.3-Alum 0.00 

ë e 
A [AUS FO 2H (oor zc Iu 
Powdercoat Memo 0.00 Kasa 
Powder Coating START TIME: El DOAK 
OVEN TEMPERATURE: 
FINISH TIME: N ya 

190 QC3- Inspect Part Finish 0.00 
I Af 70-02 Q 
QC Memo 0.00 D x vis * 


Quality Control 


Dart Aerospace Ltd : 
W/O: WORK ORDER CHANGES 
Approval 


Pu STEP PROCEDURE CHANGE Date | Qty | Chief Eng; | APproval 


Prod Mgr QC Inspector 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


WW NE Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B 
Description of NC E d Approval | Approval 
owe STEP Section A Initial Action Description Sign & E d C Chief Eng QC Inspector 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


HMFORMS Quality Assurance\approved QA\NCRWO RevE 


Work Order ID 55169 
January 8, 2019 10:14:32 AM 
Item 1D: D205-634-041 
Revision ID: 


Item Name: Replacement Skidtube 


E 


Start Date: 08/01/2000 Start Qty: 1.00 É 

Required Date: 26/01/2010 Req'd Qty: 1.00 ESTIU 

Reference: s 

Approvals: Process Plan: Date: _ 
QC: Date 

Sequence ID/ B Operation I als 

Work Center ID Description 

200 

TIBI 

HandFinish Memo 

Hand Finishing 


MO 


Accept ad 
Cust item ID: 
Customer: 

Tooling: Bate: —— 

SPC (Y/N): o, Date — 

Set Up/ Draw Draw Pian ~ 
Run Hours Number Rev. Code 
0.00 
0.00 


1-Instali inserts & wearplates & Gaskets as per Dwg. D2580. Use a drop of 
Sikaftex on insert holes before installing we 


AR 
Sikaflex expire date: 


ATA Sikaflex 


-291 DEUS š 
HO Y 


2-Coat D2594-3 Q' rings with Petroleum Jelly and install on D2591-1 plugs as 


per Dwg D2580 


3-Inspect for foreign object per QS1 024 


4-Instalf 2855 Aft Cap as per Dwg D2 
Sikaflex. Clean excess adhesive 
A/R ..i Sikaflex-291 


Sikaflex expire date: AZ 3 


580 and seal Fwd Step & Aft Cap with 


HBAS 


5-Wing Walk as per Dwg D2580 and QSI 005 4.4 


Batch: 


co 


ii 
ERE ETA 
A 


o e 


yr? 


Dart Aerospace Ltd 


WORK ORDER CHANGES 


Approval Approval 


QC inspector 


DATE | STEP PROCEDURE CHANGE Chief Eng / 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Le se Corrective Action Section B 
Description of NC - 
DATE |STEP S A Initial Sign & 
Chief Eng Date 


HMFORMS Quality Assurancelapproved QANCRWO RevE 


Work Order ID 55169 
January 8, 2010 10:14:32 AM o 


Item 1D: 
Revision ID: 


Item Name: 


Start Date: 


Reference: 


Approvals: 


Sequence 1D/ 
Work Center ID 
210 


(IR D RU 
QC 


Quality Control 


220 


HE RA 


Packaging 
Packaging 


230 


Ham 
QC 


Quality Control 


D205-634-041 , 


Replacement Skidtube 


08/01/2010 17 
Required Date: 26/01/2019 | Preq'd Qty: 1.00 


Cust Item [n 
Custoiier: E — 
E 
Process Plan: _ I __. Date: | T Tooling: ey Date: ` 
_ Date: ° SPC (Y/N): 2. 2. Da ` 
Operation = — — Set Up Draw 
Description Run Hours Number Rev. 


QC5- Inspect part completeness to siep on W/O 


u 2) & ols dez 


Mentro 
Inspect Aft Cap, Fwd Step and Wing Walk of work to Current Step Inspect for 
Foreign objects per QSI @4 
8.00 
Packaging 
Memo 0.00 
Identify and pack for shipping as per PPPD205-634-041 
Location: > 
PPP Rev: Z F 
QC21- Final Inspection - Work Order Release 0.06 
Memo 0.00 


inc Run Start LoT 
AS Stop IU ; 


Draw Plan Accept Reject Reject Insp. 


Code Qty Qty Number Stamp 


XC 


"E lo (01/27 


An 
j0- l- a6 


Dart Aerospace Ltd 
W/O: WORK ORDER CHANGES ‘ 


Approval 
| DATE | STEP | PROCEDURECHANGE = CHANGE Chief Eng / Approval 
Prod Mgr nspector 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: : QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B 
WM d of NC Verification | Approval Ez 
(owes se WM d A Initial Action Description Sign & Section C Chief Eng | QC Ez 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


HMFORMS Quality Assurance\approved QA\NCRWO RevE 


Picklist Print 

January 8, 2010 10:14: SGAM 

Work Order ID: 55169 DIA 

Parent Item: — D205-634-041 CERTA TA 


Parent Item Name: Replacement Skidtube Start Date: 08/01/2010 
Comments: IPP Rev N- 02.08.28 FP was QC5 in Step 27; Added QC5 to Step 30° KJ ix Start Qty: 1.00 
IPP Rev? E 


©) 06.02.28 Added paperwork EC ee 


IPP R. * 07-07-09 SS Wearplates & Gaskets JLM 1 
Component ie ID/ | Repiicemerit Mfg/ Bin Primary Last Route = . Unitof Qty on l Remaining Qty Fe Date 
D2580-1 D Manufactured No 110 Each 11.0000 1.0000 
IIIIIII Il II€III III 
205 Skidtube bent detail 
Warehouse Loc Qty Loc Code 
Location 
Main Warehouse 
LG 7 et 
54120 1 
54541 2 
54648 2 Eun 10 ~- 15 
54697 2 
Main Warehouse 
ST 4 
54500 2 "——— 
54647 2 
D2576-3 Manufactured No 140 Each 151.0000 1.0900 


UE TA 


Step (maching detail) 
Warehouse Loc Qty Loc Code 
Location 
Main Warehouse 
ST 151 
43504 3 


46661 101 "A 


52215 47 


| pde | 
^o 


Required Date: 26/01/2010 


Required Qty: 1.00 e 


Status 


Picklist Print 


Page 2 
January 8, 2010 10:14: 26M 
Work Order ID: 55169 MOTO 
Parent tem: — D205-634-041 IIIIIII9IIIIIIIII⁄ IIƏIO 
Parent Item Name: Replacement Skidtube Start Date: 08/01/2010 Required Date: 26/01/2010 
Comments: IPP Rev:N 02.08.28: FP was QCS in Step 27: Added QCS to Step 30 KJ atk Start Qty: 1.00 Required Qty: 1.00 „x 
IPP Rev. 1506.02.28 Added paperwork EC E PA. 
IPP Rev:P Mia 07-09 SS Wearplates & Gaskets JLM y I | a l 
Component Item ID/ Replacément | Mfg/ Bin Primary 7 Last I Route > l Y Unit of Qtyon Remaining Qty Date ; oto. 
D2579 Manufactured No 140 Each 381.0000 20.0000 
IIIIIIIIIIIIIIIII III 
Crossbolt Spacer 
Warehouse Loc Qty Loc Code 
Location 
Main Warehouse 
LG 259 
51525 4 
53780 3 
54543 38 
54642 214 ae AE sofa Z? 
Main Warehouse 
ST 122 
43988 4 — 
46434 4 [=> 
46956 2 
47797 9 quM 
48272 2 
51314 71 
51315 30 


January 8, 2010 10:14:36 AM ü | Shop Packet Print o mE |  — — Page2 


Picklist Print 
January 8, 2010 10:14:36 AM 


Work Order ID: 55169 DU 


Parent Item: D205-634-041 UI N TA 


Parent Item Name: Replacement Skidtube 


Comments: IPP Rev:N .02 48.28. FP was QC5 in Step 27; Added QCS5 to Step 30. ‘KJ " 
IPP Rev. O (02. 28 Added paperwork EC E 
IPP Rev:P oz -09 SS Wearplates & Gaskets JLM " a 
Component Item ID ID/- Replacemijat Mfg/ Bin Primary EN Last Route 7 nit of 
D2855 Manufactured No 200 Each 
IIIIIIIIIIII 
Cap 
Warehouse Loc Qty 
Location 
Main Warehouse 
FP6 159 
50513 l 
sisi i 
53791 115 
AN3-5A Purchased No 200 Each 
A AR 
Bolt 
Warehouse Loc Qty 
Location 
Main Warehouse 
ST 1965 
105057 / um 
January 8, 2010 10:14:36AM —— E o Shop Packet Print 


Page 3 


Start Date: 08/01/2010 Required Date: 26/01/2010 
Start Qty: 1.00 Required Qty: 1.00 gy 
Qtyon Remaining Qty Date WR 


159.0000 1.0000 


Loc Code 


1,965.000 2.0000 


TUAM 


Loc Code 


Page 3 


^. Picklist Print Page A 


January 8, 2010 10:14:36 AM 
| DEDE: A Z: zem 2 mem 
| Work Order ID: 55169 III 
Parent item: — D205-634-041 UI AR 
Parent item Name: Replacement Skidtube Start Date: 08/01/2010 Required Date: 26/01/2010 
Comments: IPP Rev:N :02.0228. .FP was QC5 in Step 27: Added QCS to Step 30: KJ E Start Qty: 1.00 Required Qty: 1.00 "m 
IPP Rev. O 062,28 Added paperwork EC X A ik 
m IPP Rev:P 07-709 I SS Wearplates & Gaskets JUM "m o 2 f A m 
Component Item ID/ Replacement . Mfg/ Bin Primary Last Route Uris of Qtyon Remaining Qty Date en E 
AN960JD10L Purchased No 200 Each 4.741.000 2.0000 
IIIIIIIIIIIIIIIIIIIIIIIIIIIII III 
Washer 
Warehouse Loc Qty Loc Code 
Location 
Main Warehouse 
ST 4741 
101291 16 
104885 16 
105793 105 
C NS. MOARA, 
ALS7-1032-130 Purchased No 200 Each 1,494.000 50.0000 
IIIIIIIIIIIIAIAIIIIIII0AIIƏIITIIIII III 
Insert 
| id Warehouse Loc Qty Loc Code 
Location 
Main Warehouse 
ST 1494 
105855 16 
108606 52 M 
111529 152 
111779 313 
112772 H 
113238 950 , 
ALƏ- Lo 52-10 1(0ÓLl CI a IP “OR 
January 8, 2010 10:14:36 AM a Shop Packet Print 


Page 4 


Picklist Print 


Page 5 
January 8, 2010 10:14: 36 4M 
Work Order ID: 55169 ` LL M 
Parent Item: — D205-634-041 0IIUIAIIIIIIIIIIIIIIIII0IIIIII 
Parent Item Name: Replacement Skidtube Start Date: 08/01/2010 Required Date: 26/01/2010 
Comments: IPP Rev:N::02.02,28 FP was QC5 in Step 27; Added QC5 to Step 30 KJ st Start Qty: 1.00 Required Qty: 1.00 E I 
IPPRev.O 06. de 28 Added paperwork EC Pu SENE 
IPP Rev:P one xj)9 SS Wearplates & Gaskets JLM f Š f m & n 
Component Item ID/ Replacement Mfg/ Bin Primary Last Route Unit of Qtyon Remaining Qty — Date l Status 4 
AN3C4A Purchased No 200 Each 1.181.000. 50.0000 
IIIIIIIIIIIIIIIIIIIII III 
BOLT 
Warehouse Loc Qty Loc Code 
Location 
Main Warehouse 
ST 1181 
112314 13 
112720 12 A 
112724 3 TUE 
112829 1 PM — 
112991 2 
113121 64 4 
Tes a AA D-A-D 
AN960C10L Purchased No 200 Each 388.0000 50.0000 
VIAL UB M III i 
washer 
Warehouse Loc Qty Loc Code 
Location 
OFFSHORE A y la 
NaS (149co330É. o 1189288 100 sof Z -OLER 
103585 100 " 
Main Warehouse 
ST 288 
112116 128 
112612 160 


January 8, 2010 10:14:36 AM —— m Shop Packet Print E! Page 5 


Picklist Print 


January 8, 2010 10:14:36 AM 
Work Order ID: 55169 TIE UAM 
Parent Item: — D205-634-041 CREARI ANM 
Parent item Name: Replacement Skidtube Start Date: 08/01/2010 Required Date: 26/01/2010 
Comments: IPP Rev:N"02.08,28 ` FP was QCS in Step 27; Added QC5 to Step 30. KJ Start Qty: 1.00 Required Qty: 1.00 
IPP Rev.O 068 $2.28 Added paperwork EC 
IPP Rev:P one 9 SS Wearplates & Gaskets JLM Š eee | 
Component Item D Replacement a Bin Primary i Last s Route _ Unitoot Qty on Remaining f Qty Date P X 
D3566-13 Manufactured No 200 Each 93.0000 — 1.0000 
VIII LAO III 
Gasket 
Warehouse Loc Qty Loc Code 
Location 
Main Warehouse 
FP Z 91 
51606; 9 NN. Ø 4-22 
53461 82 
Main Warehouse 
ST 2 a et 
45717 I === 
50265 l 
D3566-5 Manufactured No 200 Each 14.0000 — 1.0000 
UA TM MM 
Gasket 
Warehouse Loc Qty Loc Code 
Location 
Main Warehouse / - ol “A 9] 
o" S505 i EN d 
53804 10 
Main Warehouse 
ST 4 d 
36113 l 
46186 1 
47318 1 
51260 I A aars eee 
January 8, 2010 10:14:336AM mE Shop Packet Print 
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Page 6 


"Pieklist Print 
January 8, 2010 19:14: 36 AM 


WorkOrderto: 5519 MA au MCA 
iu c ER < QUEUE LAE 


Parent Item Name: Replacement Skidtube Start Date: 08/01/2010 Required Date: 26/01/2010 


Comments: IPP Rev:N::02.08,28 FP was QC5 in Step 27; Added QC5 to Step 30 ¡KJ e Start Qty: 1.00 Required Qty: 1.00 
IPP Rev.O 06. 12.28 Added paperwork EC E 


IPP Rev:P 0793- 69 SS Wearplates & Gaskets JM 


Component ftem wy Replacement . Mfg/ Bin Primary Last Route Uni of Qty on Remaining Qty Date 
D3566-1 Manufactured No 200 Each 25.0000 2.0000 
TE WE — 
Gasket 
Warehouse Loc Oty Loc Code 
Location 
Main Warehouse - + 5d 
FP 350) l 20 a V4 O-A e 
52512 3 
54480 17 
Main Warehouse 
ST 5 
46349 1 
51218 l 
51259 3 
D3564-11 Manufactured No 200 Each 15.0000 1.0000 
pulp UR LU 
Wearshoe 
Warehouse Loc Loc Code 
Location 


Main Warehouse 


s A : / 4 2 Ot E 


Main Warehouse 


ST 2 
45823 1 
50112 1 
January 8, 2010 10:14:336AM Shop Packet Print o BEEN Page 7 x 


UU 


Picklist Print 

January 6, 2010 10:14: 364M. 

Work Order ID: 55169 III 

Parent Item: D205-634-041 A U C OTET O O AN ET 


Parent Item Name: Replacement Skidtube 


Comments: IPP Rev:N 02.08.28. FP was QC5 in Step 27; Added QC5 to Step 30 KJ ds 
IPP Rev. O 0622228 Added paperwork EC 
IPP Rev:P T 29 SS Wearplates & Gaskets JLM A 
Component Item ID/ Replacemert Mfg/ Bin Primary Last Route Unit of 
D3564-13 Manufactured No 200 Each 


UM IRR A 


Wearshoe 
Warehouse Loc Qty 
Location 


Main Warehouse 
FP17 21 


sini 21 


Main Warehouse 


ST 12 
45409 2 
46495 10 
D3564-9 Manufactured No 200 Each 
LER REA I 
Wearshoe 
Warehouse Loc 
Location 


Main Warehouse 


FPi9 10 
53806 J 10 

Main Warehouse 
ST 2 
44659 1 
45825 1 


January 8, 2010 10:14:36AM ————— . Shop Packet Print 
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Start Date: 08/01/2010 Required Date: 26/01/2010 
Start Qty: 1.00 Required Qty: 1.00 e 
Qtyon Remaining Qty Date Status 3 


33.0000 1.0000 


il 


Loc Code 


12.0000 — 1.0000 


Loc Code 


= fl JO -A - PR 


Page 8 


‘Picklist Print 


January 8, 2010 10:14:36 AM 


Work Order ID: 55169 
Parent Item: 
Parent Item Name: 


Comments: 


D205-634-041 


Replacement Skidtube 


DOTA 
!IIIIIIŠIIIIIIIIIIIII 


IPP Rev.O 06.02.28.... Added paperwork 
IPP Rev:P 07-07- 09" i "3s  Wearplates & Gaskets JLM 


Component Item ID 
D3564-5 


A 


Wearshoe 


D2594-3 


UD O 


O-Ring, 205 Skidtube 


January 8, 2010 10:14:36 AM 


Replacement "m fg 


Manufactured 


Manufactured 


Bin 


No 


No 


Primary 


IPP Rev:N’ 02.08.28 EP was QCS in Step 27; Added QC5 to Step 30 KJ 
EC 


Last Route Unit of š 
200 Each 
Warehouse Loc Qty 
Location 
OFFSHORE 
FG 53. 533 3 2 
34806 2 
Main Warehouse 
FP19 9 
51925 I 
53805 8 
Main Warehouse 
ST 2 
45824 1 
47433 l 
200 Each 
Warehouse Loc Qty 
Location 
Main Warehouse 
FP 27 
51613 27 
Main Warehouse 
ST 319 
52562 74 319 
| Shop Packet Print 


Page 9 


Start Date: 08/01/2010 
Start Qty: 1.00 


Required Date: 26/01/2010 
Required Qty: 1.00 


Qtyon Remaining Qty Date Status à 
13.0000 1.0000 


IM 


Loc Code 


346.0000 16.0000 


Loc Code 


Picklist Print 
January 8, 2010 10:14:36 AM 


Work Order ID: 55169 III 


D205-634-041 


Parent Item Name: 


Parent Item: 
Replacement Skidtube 


Comments: 
IPP Rev.O 06.02.28 Aided paperwork EC 
IPP Rev:P 07-07-09 3S DS & Gaskets JLM 


e AAA M 


IPP Rev:N' 02.08.28 FP was QCS in Step 27; Added QC5 to Step 30°KJ 


Start Date: 08/01/2010 
Start Qty: 1.00 


Component Item ID/ Replacement Mfg/ ; 2 Bin Primary I Last m Route Unit of du on 
D2594-1 Manufactured No 200 Each 234.0000 16.0000 
UU AA l IIIIII 
Plug, 205 Skidtube 
Warehouse Loc Qty Loc Code 
Location 
Main Warehouse 
FP 106 
54008 l 
54643 105 
Main Warehouse 
ST 128 
42221 16 
42807 92 
43884 3 
46435 2 
51527 9 
51757 6 
25002. 
January 8, 2010 10:14:36 AM Shop Packet Print 


Remaining Qty 
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Required Date: 26/01/2010 
Required Qty: 1.00 


Date Status 
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DART AEROSPACE LTD 


X EN HAWKESBURY, ONTARIO, CANADA 
CHECKED, APPROVED DRAWING NO. | REV. O 
i D2580 SHEET 1 OF 3 
DATE TRE SCALE 


E 96.12.02 | AS MANUFACTURED 
98.08.26 | REDRAWN, INCLUDED DEO 9094/9097 


i 07.02.27 | CHANGE TO SS WEARPLATES AND 


GASKETS, INCLUDE DEO 9124/9183 
QTY | Part Number Description 
EAN us o S ee 


[X sed D2580-041 SKIDTUBE ASSEMBLY — | SHOP CO: Y 
HEEE OK D2580-045 SKIDTUBE ASSEMBLY RETURN 1 5 
ENGINEERING 


DORIA ER VO 
— D2500-1-190 EXTRUSION 


: 


WITHOUT WETICE 
WORK OK ER 


NO. ES LE TZ 


ALS7-1032-130 
or AKS7-1032-130 
or AKS4-1032-130 
or AELS-1032-130 | 
150 | 
2 ANS SA [BOLT ——— 
| S0 | so |  $ANSeQCiOL | WASHER — &. | 


GENERAL NOTES: 


1) TOLERANCES ARE PER DART QS! 018 UNLESS OTHERWISE NOTED 
2) ALL DIMENSIONS ARE IN INCHES 
3) INSERT D2596 WEB TO LOCATION SHOWN OFF AFT END OF SKIDTUBE AND BOND 
WEB INTO OUTER TUBE WITH NON-STRUCTURAL SIKAFLEX-241 ADHESIVE PER 
"iz x RART QSI 015 BEFORE BENDING. ENSURE HOLES LINE-UP. 
‘4) BEND AS A SMOOTH RADIUS STARTING WITH A MAXIMUM CENTERLINE RADIUS OF 
60 AND ENDING WITH A MINIMUM RADIUS OF 30. A MAXIMUM REDUCTION OF 0.200 
IN DIAMETER iS ALLOWABLE IN THE BENT PORTION OF THE TUBE. 
5) USE DART DRILL TEMPLATE TD2577-205 TO LOCATE AND DRILL 20.297 HOLES FOR 
WEARSHOE INSERTS. INSTALL ALS7-1032-130 PER SECTION D-D (50 PLACES) AFTER 
FINISH. INSTALL AN3C4A BOLTS AND AN960C10L WASHERS WITH SIKAFLEX-241/- 
291. 
6) WELDING TO BE DONE PER DART QSI 004. 
7) FINISH: 
SEE NOTES ON 
PAGE 2 FOR D2580-041 AND 
` PAGE 3 FOR D2580-045 
8) INSERT D2594-1 PLUG C/W D2594-3 O-RING IN HOLES MARKED 'P' (BOTH SIDES OF 
TUBE) AFTER FINISH (16 PLACES). 


Copyright @ 1996 by DART AEROSPACE LTD 
THIS DOCUMENT IS PRIVATE AND CONFIDENTIAL AND IS SUPPLIED ON THE EXPRESS CONDITION THAT IT IS NOT TO BE USED FOR ANY PURPOSE OR COPIED 
OR COMMUNICATED TO ANY OTHER PERSON WITHOUT WRITTEN PERMISSION FROM DART AEROSPACE LTD. 


rw 


UNCONTROL! Zi; CRY 
SUBJECT TO AMP MM EH. 


` E id 
DETAIL A 
SCALE 5:24 
1.750 
S25 TAL B 
'"SSCALE 5:24 
3.500: Hi 


GRIND FLUSH (4 PUN) 02576-3 STEP 


GRIND FLUSH 
ZY 


GRIND FLUSH 
ZS 


LOCATION RIDGE 
ON UNDERSIDE 
OF D2576 


SCALE 5:24 
60.208 
SEAL WITH 
STALUATION (2 PLACES) qe SIKAFLEX- 241/291 


43-SA BOLT (1) 
10L WASHER (1) 
(2 PLACES) 


D2855 CAP 


SCALE 5:24 


D2579 SPACER 


AFTER DRILLING AND BENDING ASSEMBLY 

PERFORM THE FOLLOWING FOR €0.508 HOLES ONLY: 
1. CHAMFER HOLE 0.050 X 45° 

2. INSERT 02579 SPACER (20 PLACES) 

3. WELD INTO PLACE AND GRIND FLUSH 

4. C'BORE 02579 SPACER TO 60.437 X 1.00 DEEP 


02596 WEB (REF) 


^LS7-1032—130 (REF) 
(TYP 50 PLACES) 


INISH: 


37.50 
DISTANCE TO AFT END 


Os 


REFER TO DETAIL C 


REFER TO DETAIL A 


57.313 (REF) 
7 EQUAL SPACES 


wb $T ix 


1.0 
DISTANCE BETWEEN HOLE 
AND TANGENT POINT 


1.0 
DISTANCE BETWEEN HOLE 
AND TANGENT POINT 


D2580—041 ASSEMBLY DETAIL 


WELD AS PER DETAIL B 
BLACK ANTI-SKID TOP OF STEP 
BLACK ANTI-SKID TO 0.5 TO 0.5 ABOVE BOTTOM EDGE Ñ 


D3566-1 LI ESAE. bn y —03566-13 


AN3C4A BOLT (1) 
ANSBOCiOL WASHER (1) 
(SO PLACES) 


ACID ETCH, ALODINE PER DART QSI 005 4.1 PRIOR TO INSERTING D2596 WEB 


POWDER COAT ASSEMBLY GLOSS WHITE (REF. 4.3.5.1) PER DART QSI 005 4.5 


BLACK ANTI~SKID PAINT AS INDICATED PER DART QS! 005 4.4 


MI. \ decada —-D3564-13 
¿ iL SSL 
DRAWN EY 7 7 
4 : Vo. ipai DARI AEROSPACE LTD. 


‘COPYRIGHT O 1996 BY DART AEROSPACE LID. 
CHECKED 


THIS DOCUMENT IS PRIVATE AND CONFIDENTIAL 
EXPRESS 


PERSON WITHOUT WRITTEN PERMISSION FROM 
DART AEROSPACE LTD. 


205 SKIDTUBE ASSEMBLY 


DETAL E 
SCALE 5:24 i 
D2380—1 DRILLING DETAIL 


37.50 


DISTANCE TO AF; END 
OF 02596 WEB 40.508 (TP) 


REFER TO DETAIL £ 


(«0 PLACES) 


GRIND FLUSH (4 PUVA) 02576-3 STEP 
xt V GRIND FLUSH 
Z N 


LOCATON RIDGE CELINE Z 2 ee ee 
ON UNDERSIDE 2500 
OF 02576 to: -1) 


ELEA ED 
CEZA 


DETAIL G 
SCALE 5:24 


1.0 
DISTANCE BETWEEN HOLE 
*ND TANGENT POINT 


43-5A BOLT (1) 
"OL WASHER (1) 
(2 PLACES) 


SEE NOTE ii) 


WELD AS PER DETAIL F 


BLACK ANTI-SKID TOP GF STEP 
BLACK ANTI-SKID TO 0.5 TO 0.5 ABOVE BOTTOM EDGE 
ABOVE LOCATION RIDGE 


0.5 
REFER TO DETAIL G 


SCALE 5:24 


02579 SPACER 


Wo 
AFTER DRILLING AND BENDING ASSEMBLY 03566-1 03556-5- D3556-1 D3556-13 
PERFORM THE FOLLOWING FOR 60.508 HOLES ONLY: IE. RN 
1. CHAMFER HOLE 0.050 X 45° 
02586 MEE (RET) 2. INSERT 02579 SPACER (20 PLACES) 
3. WELD INTO PLACE AND GRIND FLUSH 
ALS7-1032-130 (REF) 4. C'BORE 02579 SPACER TO 60.437 X 1.00 DEEP D35223 N r 
64-5 C 3564—13 
4 


{TYP 50 PLACES) 
ANSC4A BOLT (1) lo SK a 


N ANSBOCIOL WASHER (3) 
(50 PLACES) 


z045 NOTES 
INISH: ACID ETCH, ALODINE PER DART QSI 005 4.1 PRIOR TO INSERTING D2596 WEB 
POWDER COAT ENTIRE ASSEMBLY GREEN (REF. 4.3.5.8) PER DART QSI 005 4.3 


BLACK ANTI-SKID PAINT AS INDICATED PER DART QS! 005 4.4 
` IS ACCEPTABLE TO GRIND A RELIEF IN THE D2855 AFT CAP TO PREVENT INTERFERENCE PERSON MITNOUT WRITTEN PERNISSON FROM | 
07.02.27 205 SKIDTUBE ASSEMBLY 


NTH THE SPACER AT THIS LOCATION DART AEROSPACE LTO. 


NO. 221 
AWS D17.1.2001 
QUALIFICATION TEST RECORD 


Name: EX E AE 
mbes anan SS 
Job n 


umber: 45:232 
Part number: acc cu cui 
Description: 20s sk tube 
Welding Process: Tig[] "Misi ] 
Base materiel: Muni. 
Current: AC[ 7 DC[ ] 


TEST REQUIREMENTS AND RESULTS 


Visual: pass[-T fail ] 
Penetration: pass[^[ fail[ ] 
UNACCEPTABLE 

Cracks: pass[. fall ] 
Undercut: pass[ Y fail ] 
Pin holes: pass[^] fail J 
Overlap (cold lap) pass[/[ fail ] 
Porosity (surface): pass[  fail[ ] 
Coloration: pass[ JT fail ] 


Date of Test Coupon € 2. 12.1) 


Date of Test Coupon € F. 2 /Z 


The above named individual is qualified in accordance with AWS D17.1.2001 to weld 


EAFORMS Productiomapproved.prod Welding Coupon.Rev.A 


